Condition monitoring systems are increasingly being employed in industrial applications to improve the availability of equipment to increase the overall equipment efficiency. Condition monitoring of gearboxes, a key element of rotating machines, ensures to continuously reduce and eliminate costs, unscheduled downtime and unexpected breakdowns. This study demonstrates a low-cost microcontroller-based noncontact data acquisition system for condition monitoring of rotating machinery. Experimental validation of the proposed system was carried out by performing examination tests on a gearbox test rig. A user-friendly graphical user interface was also developed which facilitates users to perform signal processing in both real-time and offline mode. The proposed system can perform most of the functions available in complex, stand-alone vibration analysers. The use of a general-purpose PC and standard programing language makes the system simple, economical and adaptable to a variety of problems.
Introduction
The rapid development of engineering and mechanical components, together with the increase in complexity, cost of acquiring equipment and machine downtime, has attracted the attention of researchers towards the development of non-contact structural health monitoring (SHM) systems. Transformation of modern manufacturing technologies from mass production to lean 2018 The Authors. Published by the Royal Society under the terms of the Creative Commons Attribution License http://creativecommons.org/licenses/by/4.0/, which permits unrestricted use, provided the original author and source are credited.
Acoustic as a diagnostic tool
Not only are the current conditions monitored by diagnosis tools, but future conditions of machines are also predicted while in operation. Therefore, the information must be collected externally without affecting the working of machine. Various monitoring approaches like direct and indirect techniques can be put on to any application by adaptations and alterations, to accomplish an acceptable level of consequences. Direct techniques, such as vision and optical methods, measure the actual geometric changes in the mechanical component [4] . These techniques are not used in real-time applications because the machine has to be stopped for physical inspection. Indirect techniques viz. vibration, oil analysis, thermography, laser vibrometer, acoustic analysis and motor current signature analysis are easy to implement. However, vibration, thermography and acoustic monitoring are generally practiced as they reflect the status of the machine instantaneously. Researchers have used measurements of vibrations [5] [6] [7] [7] [8] [9] [10] [11] [12] , acoustics [5, [13] [14] [15] [16] [17] [18] [19] [20] [21] [22] and thermography [23] [24] [25] to estimate the gearbox condition. In contrast to the aforementioned variables, vibration is one of the features of modern mechanical machinery that is now continuously monitored in many significant applications. However, acoustic-based condition monitoring provides some technical advantages over vibration-based methods. Firstly, acoustic sensors can be placed at any convenient location on the periphery of the monitored system, whereas the vibration monitoring technique requires surface contact placement in specific orientation to get accurate and meaningful information. Secondly, acoustic monitoring is more sensitive to vibrating bodies than vibration sensors, and hence provides an opportunity to identify faults at an early stage [2, [20] [21] [22] 26, 27] . Successful implementation of non-contact incipient fault diagnosis of fixed-axis gearboxes has been carried out [28] [29] [30] [31] [32] .
Structural health monitoring
SHM is a procedure that aims to estimate the structure condition, fault detection and problem diagnostics in the machine by means of the evaluation of some measured physical features. Microphones are the most widely used non-contact-type instrument to measure the acoustic emission from mechanical components. An effective SHM system can improve productivity and ensure work-piece quality contributing to a major influence on machining economics. The effectiveness of the SHM system relies on the sensitivity of sensor used, position of sensor mounting, number of sensors to be used and types of sensors to be practiced. Current health monitoring approaches are much able to determine the [33] :
-presence of the fault in the mechanical component (level 1); -geometric location of the fault (level 2); -level/severity or type of fault (level 3); and -anticipation of the remaining lifetime (level 4).
The present work develops a non-contact SHM system using a low-cost microcontroller-based data acquisition system. The system used the microphone to measure the acoustic signal of the gearbox. The produced acoustic signal is then analysed using signal analysis graphical user interface (GUI) developed in MATLAB 2016a to determine the health of the machine. Experiments are carried out on a gearbox test-rig to collect data for the analysis. This study proposes to develop a cost-effective data acquisition system for monitoring the gearbox condition. The objectives of this work include the following:
(i) to develop an economical non-contact acoustic sensor-based device to monitor the current status of the gearbox for reliable SHM using microcontroller interfaced with MATLAB; (ii) to correlate the vibration signatures with machine health; and (iii) to develop a GUI for easy implementation of SHM. 
Proposed data acquisition system structure
The functional information flow of the proposed data acquisition system is shown in figure 1.
Microcontroller-based structural health monitoring data acquisition system
Acoustic data acquired through the data acquisition system was analysed and implemented for gearbox condition monitoring. The hardware system development, software system development, integration and testing of the data acquisition system, and calibration along with the existing data acquisition system is described in the following sections.
Hardware system development
The non-contact data acquisition system employed off-the-shelf equipment in a novel integrated approach. During gearbox operation, real-time acoustic data were collected through a microphone. The raw signal was processed to extract the characteristic features from the gearbox signals. The various equipments that are used for developing a system are described below.
Test rig
A test rig, gearbox diagnostics simulator was used for simulating faults in rotating machinery. The test rig had a feature to simulate industrial drive-trains, especially as an experimental research tool. Figure 2 shows the experimental set-up used for studying gear faults. The set-up has been designed to simulate real working conditions of a gearbox. The detailed specifications of the test rig are listed in table 1. Table 2 summarizes the specifications of the gearbox.
Acoustic sensor
For acoustic signal acquisition a general-purpose microphone (Ahuja GN45) was used. The microphone gave the output in sound pressure level, i.e. Pascals (Pa). The position of the microphone is fixed at 24 cm vertically from the bottom of the set-up near the meshing pair in accordance to the optimal sensor location experimentation conducted by Vanraj et al. [34, 35] 
Microcontroller-based data acquisition device
A microcontroller-based data acquisition device (Arduino) has been used to acquire data. This device is interfaced to computer program using MATLAB via a USB port. The device enables acquisition of acoustic signals using a low-cost hardware by using a standard high-speed USB port and PC-based analogue and digital input/output data acquisition. A MATLAB microcontroller is associated with the sensor, and brings forth a digital output after burning the program for the microphone. Figure 3 shows the schematic of the non-contact acoustic measurement circuit. Figure 4 shows the circuit diagram of various component integration. Arduino analogue Pin0 is used to collect the audio input signal. To control the audio effects, a potentiometer connected to analogue input 0 was used. Pin 11 on microcontroller board was used as pulse-width-modulation (PWM) audio output for recording the audio signal in MATLAB. interfaced with the hardware system for real-time data acquisition. Figure 5 shows the GUI developed for acoustic signal analysis. The developed GUI facilitates the user to compute frequency spectra, cepstrum analysis, signal editing of vibration, acoustic and velocity, archiving data in various ASCII formats. Both real-time signal processing and offline signal processing can be carried out for SHM of machinery.
Graphical user interface development

Simulated faults
Since the time period to overhaul a new gearbox may vary from six months to 1 year depending upon working conditions, naturally generated faults and their detection becomes difficult. Therefore, the only option left is to study seeded fault trials in gearboxes. Most common gearbox faults can be categorized as: (i) root crack, (ii) surface spalling, and (iii) chipped tooth. The chipped tooth is the rupture of material from the working tip of a gear. Root crack is extremely common in numerous industrial practices which triggers other gear faults and is very difficult to detect at its initial stage [27] . root crack damage generated by wire electrical discharge machining in steps based on per cent cutting of teeth root have been considered in the present study. Three types of gear conditions are investigated, viz. a healthy gear, a gear with 30% root crack and a gear with 50% root crack as shown in figure 6 . The faults were induced on the pinion mounted on the input shaft. The notation of all running condition is listed in table 3. The noise condition of the test laboratory was ambient office working conditions with general machines such as fans, air conditioner, etc., switched on during experimentation. To achieve repeatability of measurement, each experiment was repeated five times and then the averaged value was used in the final results. A total of 30 k data points were collected for each gear state at running speed of 15 Hz, 25 Hz and 35 Hz.
Calibration
In order to calibrate the results obtained using the developed system, a NI-cDAQ-9178 data acquisition system was used to acquire the acoustic signals using a G. gearbox operating conditions. The sampling frequency of the NI-DAQ was 12.8 kHz and 30 k data points were collected for each case. Time-domain and frequency-domain-based comparison was done to check the accuracy of the proposed system. Mostly used statistical parameters [36] were extracted from the signals for each gear running condition.
Results and discussion
Based on the analysis and the theoretical framework provided in the earlier sections, the experiment has been performed on the test rig, and results obtained from the analysis phase in the development of a non-contact SHM system for gearboxes are discussed in this section. A number of experiments have been conducted to check the accuracy in the measurement of the developed system by calibrating it with a standard microphone and data acquisition system.
Time domain analysis
Firstly, the time domain acoustic signals for different gear conditions recorded using a microcontrollerbased data acquisition device and NI-cDAQ-9178 were compared. Three statistical parameters, viz. root mean square (RMS), kurtosis and crest factor were calculated for each gear condition. Annotations used for graphical representation are as follows:
-microcontroller-based data acquisition device using general-purpose microphone: -GN45; and -NI-cDAQ-9178 using a G.R.A.S microphone: -46AE
For demonstration purposes, 35 Hz rotational speed time domain data are highlighted. Figure 7 shows the comparison of variation in acoustic amplitude for a healthy gear measured by both 46AE and GN45 acoustic sensors at 35 Hz rotational speed. It has been observed that the developed system gives almost the same values like the standard data acquisition system. Following points were observed for healthy gear condition:
-for 46AE sensor, the maximum and minimum values were 1.772 Pa and −2.303 Pa, respectively; whereas, for GN45 sensor, the maximum and minimum values were 1.937 Pa and −2.162 Pa, respectively; and -RMS value of acoustic data obtained from 46AE and GN45 were 0.4789 and 0.4791, respectively. Figure 8 depicts the comparison of variation in acoustic amplitude for RC30 measured by both 46AE and GN45 acoustic sensors. Following points were observed for the RC30 gear condition: -for 46AE sensor, the maximum and minimum values were 3.644 Pa and −3.555 Pa, respectively;
whereas, for GN45 sensor, the maximum and minimum values were 3.664 Pa and −3.304 Pa, respectively; and -RMS value of acoustic data obtained from 46AE and GN45 were 1.028 and 1.021, respectively. Figure 9 depicts the comparison of variation in acoustic amplitude for RC50 measured by both 46AE and GN45 acoustic sensors. Following points were observed for the RC50 gear condition: -for 46AE sensor, the maximum and minimum values were 9.743 Pa and −10.33 Pa, respectively;
whereas, for GN45 sensor, the maximum and minimum values were 8.942 Pa and −10.3 Pa, respectively; and -RMS value of acoustic data obtained from 46AE and GN45 were 2.09 and 2.001, respectively.
The variation of calculated statistical parameters for different gear conditions at various speeds is shown in figures 10-12.
It was observed that the statistical parameters are well separated for different rotational speeds for all gear conditions. Also, the values of statistical parameters for both the acoustic sensors were found to be close to each other for each gear condition at all rotational speeds. It implies that the proposed system could acquire the acoustic data with the same accuracy as that of existing analysers. The per cent deviation of statistical parameters obtained using two acoustic sensors is listed in table 4. It was observed that the per cent deviation for RMS and kurtosis is under acceptable range (under 10%) for all running conditions, however, per cent deviation for crest factor was little high (above 10%). The peak values of FFT spectrum at different frequencies for different gear conditions running at 35 Hz rotational speed obtained for both acoustic sensors, i.e. 46AE and GN45 has been tabulated in table 5 .
Frequency domain analysis
It was observed that the peak amplitude of FFT spectrum in all three cases, i.e. H, RC30 and RC50 for both the acoustic sensors lie around 1015 Hz. A close agreement was observed of the frequency spectra obtained from the two acoustic sensors. Similar results were obtained for other rotational speeds, i.e. 15 Hz and 25 Hz. 
Features evaluation and economics analysis
Features evaluation and economics analysis of the proposed SHM system was conducted by comparing the features with state-of-the-art benchtop equipment available in the market. Both hardware and software capabilities were compared as listed in 
Conclusion
A microcontroller data acquisition device based on non-contact transducer has been developed for fault detection and preventive maintenance of rotating machinery. The present work has aimed to develop a general-purpose SHM device which is simple, economical and adaptable to individual problems. The system can perform most of the functions available in complex, stand-alone vibration analysers. The software is menu-driven and user-friendly. The device is capable of computing frequency spectra, cepstrum analysis, signal editing of vibration, acoustic and velocity. The proposed SHM device has been used for fault detection in gearboxes. The following conclusions have been obtained from the experimentation and analysis of results:
(i) real-time non-contact condition monitoring of rotating machinery can be carried out by using the developed system; (ii) owing to non-contact data acquisition, the drawback of traditional sensors that have to be mounted on the machine has been diminished; (iii) the results were also compared and calibrated with the standard data acquisition device and acoustic sensor for the validation of results. It has been found that the developed system showed the same pattern of variation of acoustic amplitude as an standard system does; (iv) the FFT spectrum peak values for different gearbox running conditions were observed. It has been noticed that peak amplitude of FFT spectrum in all three cases, i.e. healthy, RC30 and RC50 for both the data acquisition system lie near the GMF; and (v) economic analysis revealed that the developed data acquisition system is economical, userfriendly and equipped with various signal processing tools required for health monitoring of rotating machinery.
Research trends
(i) Future research may focus on integrating artificial intelligence as an integral part of SHM systems with the use of emerging Information Communication Technologies to give real-time decision regarding status of the machine.
